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MACHINE TOOL CERTIFICATION FOR
PART SPECIFIC WORKING VOLUME

CROSS-REFERENCE TO RELATED
APPLICATION

The present application 1s a continuation of U.S. non-
provisional patent application Ser. No. 14/036,081 filed on
Sep. 25, 2013.

TECHNICAL FIELD

The application relates generally to machine tool toler-
ance certification 1n the production of machined parts.

BACKGROUND OF THE ART

In the field of machine tools, 1t 1s customary practice to
certifly an accuracy of a machine tool, in light of the
production of parts or pieces by the machine tool.

One known certification method 1s described 1n EP 1 596
160, filed on May 10, 2004, for a coordinate measuring
machine (CMM). The CMM and like measuring machines
are by definition certified for a quantified accuracy within a
complete working envelope. The CMM 1s a cartesian
machine that has a relatively simple axis stack-up configu-
ration, whereby machine errors are relatively easy to com-
pensate, as axes are not coupled.

While CMMs are relative simple, some machine tools,
such as 5-axis milling or mill-turn machines, have a more
complex axis configuration. Accordingly, for such machines,
volumetric errors are harder to predict and compensate. The
determination of volumetric errors for the complete working
envelope of such machines would prove complex, time
consuming, and hence ineflicient.

SUMMARY

In one aspect, there 1s provided a method for machiming
a selected part with a machine tool, comprising: 1) obtaining
a master part replicating at least a portion of a geometry of
a selected part; 1) loading the master part 1n a machine tool;
111) defining a signature of the machine tool by measuring at
least dimensional data of the master part relative to the
machine tool, the dimensional data being limited to a
selected-part-specific working volume substantially smaller
than a complete working volume of the machine tool; 1v)
certifying that the machine tool 1s within tolerances to
machine the selected part within the working volume, using
the dimensional data of the signature; and v) machining at
least one of the selected part from a workpiece with the
machine tool.

Further details of these and other aspects of the present

invention will be apparent from the detailed description and
FIGURES 1ncluded below.

DESCRIPTION OF THE DRAWINGS

Reference 1s now made to the accompanying FIGURES,
in which:

FIG. 1 1s a tlowchart showing a method for certifying a
part specific working volume of a machine tool.

DETAILED DESCRIPTION OF TH.
PREFERRED EMBODIMENTS

(Ll

Referring to FIG. 1, there 1s shown at 10 a method for
certifying a part-specific working volume of a machine tool,
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for the machine tool to produce such part within tolerances.
The machine tool may be any appropriate machine tool
machining pieces, such as milling machines, mill-turn
machines, turning machines, etc, of the type having a
clamping unit (e.g., chuck) for holding a workpiece, and a
tool(s) for machiming the workpiece clamped to the clamp-
ing umt, mto a part. Such machine tools are of the type
having a reference coordinate system comprising position
data for at least one axis. The method 10 may be used with
machine tools with numerical control. The part-specific
working volume i1s a fraction of the complete working
envelope of the machine tool, the fraction being associated
to the geometrical dimensions of a selected part to be
produced. The certification of the machine tool 1s hence part
specific.

As a starting point, the machine tool must be 1n a good
condition as shown as Al, having gone through appropnate
maintenance A2 (maintenance A2 including appropnate
repairs 1 necessary). Also, master part A3 1s used, along
with 1ts precise measurement and dimensional data. The
master part A3 1s precisely inspected to gather complete
knowledge of i1ts geometrical condition, using appropriate
metrology techniques, 1n the form of dimensional and ori-
entation data. The master part A3 may match the geometry
and material of the selected part B1 to be produced as a
product of the method 10.

A sequence of steps 11-13 1s now described in a worktlow
illustrating the creation of a signature for the machine tool.
These steps 11-13 are repeated at a later time 1n a validation
of the signature, as will be described subsequently.

According to 11, the master part A3 1s loaded in the
machine tool. The master part A3 1s loaded and clamped in
similar fashion to the clamping of the selected part 1n the
machine tool once machined, 1.e., to occupy the same
working volume as would the selected parts Bl.

According to 12, specific element(s) 1s(are) measured 1n
the master part A3 loaded 1in the machine tool. An appro-
priate measuring device 1s used for the measurement. The
measuring may be performed by contact (e.g., using probes,
etc), or may be contactless using optical sensors. In an
embodiment, the probes and/or measuring device may be an
integral part of the machine tool, or are releasably mounted
to the machine in a predetermined and known manner.
Thermal conditions may be varied and measured in 12, to
quantily the eflects of thermal variations on the machine
tool.

According to 13, using the measurements of 12, a
machine tool signature 1s created, or may be validated as will
be described hereinafter when steps 11-13 are repeated at a
later time 1n the validation of the signature. The machine tool
signature comprises dimensional data relating the specific
clements to a reference(s) of the machine tool, for instance
in relation to the reference coordinate system of the machine
tool (e.g., X-, Y-, Z-axis coordinates). The reference(s) of the
machine tool may also be a specific element of the tool of the
machine tool. The machine tool signature may also comprise
orientation data pertaining to the orientation of the master
part in the machine tool, as well as environmental data such
as environing temperature. The dimensional data therefore
covers a specific volume defined by the size of the master
part. Hence, the signature covers a working volume that 1s
a Traction of the complete working envelope of the machine
tool.

According to decision 14, when steps 11-13 have been
performed to create a signature, 1f the dimensional data
obtained 1s within tolerances, the machine tool 1s certified
for machining the selected parts, and the selected part may
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be thus machined. For instance, the dimensional data
obtained through numerical or visual displays/scales on the
machine tool (e.g., the reference coordinate system of the
machine tool) 1s compared to the precise master part mea-
surements as 1n A3. If the dimension data 1s outside toler-
ances, the machine tool 1s attended to, for repair, mainte-
nance and/or calibration, as in A2, and the steps 11-13 are
repeated to create a signature for the machine tool, and
control the machine tool via decision 14.

A sequence of steps 20-22 of the method 10 1s now
described in a workilow illustrating the machining of the
part, as opposed to the creation/validation of a signature of
a master part i steps 11-13.

According to 20, a workpiece 1s loaded 1n the machine
tool.

According to 21, the workpiece 1s machined into the
selected part.

According to 22, a specific feature(s) of the machined part
1s(are) measured using metrology techniques and/or an
appropriate measuring device.

According to decision 23, the specific feature(s) of the
machined part 1s(are) compared to the desired part dimen-
s10ms, to determine a magnitude of variation, if any, between
the desired dimensions of the selected part (e.g., the design
dimensions, the virtual dimensions, the drawing tolerances)
and the machined selected part. If the magnitude of vanation
1s within tolerances, another part B1 may be machined. The
steps 20-22 are repeated for a predetermined amount of time
(e.g., 1n time, 1n number of cycles/number of parts, etc).

If the magmtude of vanation 1s outside tolerances, the
machine tool no longer has the certification to machine the
selected part. Corrective actions B2 are taken, for mstance
by maintenance A2 or through repair of the machine, after
which steps 11-13 are performed, to recertily the machine
tool to machine the given part.

Once the amount of time has lapsed, the master part A3
1s used to reproduce the sequence of steps 11-13 to validate
the signature. In step 13, instead of creating a signature, the
dimensional data and the like obtained 1n step 12 1s used to
validate the signature of the machine tool relative to the
reference coordinate system ol the machine tool. If the
signature 1s within tolerances, the machine 1s certified to
machine the part, and parts may be machined according to
steps 20-22. If the signature 1s outside tolerances, the
machine tool certification lapses, and maintenance A2 or
repair 1s performed. In both cases, the validation step may
give 1nformation about machine geometrical condition
change, as the master part A3 1s unaltered.

The method 10 may offer operators of machine tools
real-time capability in certifying a machine tool and pro-
ducing a specific part. The method 10 may allow the
climination of systematic inspection at the end of the
machine operations, and help define a proactive preventive
maintenance schedule, based for mstance on data gathered
from the correction actions B2 or from the validation using
steps 11-13, which performance history data could form part
of the signature, as well as a machine log. Moreover,
machine tools may be segregated in relation to their capa-
bility (roughing vs fimshing) based on the performance
history data captured as signature.

As mentioned previously, the part specific working vol-
ume 1s a fraction of the complete working envelope of the
machine tool, and thus the method 10 1s a sitmplification over
a certification for the complete working envelope of the
machine tool. The part-specific working volume may be in
numerous embodiments at most the size of the machined
part (and thus of the master part). In some embodiments, the
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part-specific working volume may be as small as a single
cutting location or cylinder 1n the case of a turning machine.
The above description 1s meant to be exemplary only, and
one skilled 1in the art will recognize that changes may be
made to the embodiments described without departing from
the scope of the mvention disclosed. Still other modifica-
tions which fall within the scope of the present invention
will be apparent to those skilled 1n the art, 1n light of a review
of this disclosure, and such modifications are intended to fall
within the appended claims.
What 1s claimed 1s:
1. A method for mspecting of a machine tool having a
working volume, the method comprising;
measuring initial dimensional data of a master part dis-
posed 1n a part-specific working volume relative to a
reference of the machine tool, the part-specific working
volume being substantially smaller than a complete
working volume of the machine tool;
when the master part 1s removed from the machine tool,
machining at least one part with the machine tool;

alter machining the at least one part with the machine
tool, measuring subsequent dimensional data of the
part-specific working volume relative to the reference
of the machine tool;

comparing the subsequent dimensional data to the initial

dimensional data; and

certifying the machine tool when the subsequent dimen-

stonal data 1s within predetermined tolerances of the
initial dimensional data.

2. The method according to claim 1, further comprising
machining numerous ones of the at least one part after
certifying.

3. The method according to claim 1, further comprising
measuring subsequent dimensional data, comparing the sub-
sequent dimensional data and certifying after machining
numerous ones of the at least one part.

4. The method according to claim 3, further comprising
repeating said measuring subsequent dimensional data, com-
paring the subsequent dimensional data and certifying after
machining batches of the at least one part.

5. The method according to claim 4, wherein the repeating,
1s performed after one of: a given number of the selected
parts machined 1s reached 1n one said batches; and a given
amount of time has lapsed.

6. The method according to claim 1, wherein the certify-
ing comprises updating initial dimensional data of a part-
specific working volume as a function of variations in the
dimensional data between the measuring and the certifying.

7. The method according to claim 1, further comprising
defining a signature of the machine tool using the initial
dimensional data and an onentation of the master part
relative to the machine tool, and wherein said certifying
includes using the subsequent dimensional data in a com-
parison with the signature.

8. The method according to claim 7, wherein defining the
signature comprises adding a temperature of an environment
of the machine tool.

9. The method according to claim 7, wherein defining the
signature comprises adding a work log of the machine tool.

10. The method according to claim 1, further comprising
measuring the at least one part and repeating the measuring
initial dimensional data, the machining the at least one part
and the measuring the subsequent dimensional data per-
formed if the at least one part 1s outside the predetermined
tolerances.

11. The method according to claim 1, wherein machining
the at least one part with the machine tool comprises
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machining the at least one part with a numerical control
machine tool, and wherein measuring the dimensional data

1s relative to a reference coordinate system of the numerical
control machine tool.

% x *H % o 3



	Front Page
	Drawings
	Specification
	Claims

